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I n the Specification 

Please amend paragraph [001 8] as follows: 

[00 1 8] Fig. 1 b a pa:spcctive view of a wclding-type system 10 suitable for a number of 
welding processes including tungsten inert gas (TIG) welding and stick welding. The wdding- 
type system 10 includes a power source 12 disposed within an enclosure 14. Kiclosure 14 is 
defined by a base 1 6, front and back panels 1 8a, 1 8b» and a pair of side panels 20a, 20b attached 
to the base 431^, A top cova- 22 having a handle 24 is secured to the pair of side pands 2Qa, 20b 
to form enclosure 14. The fiont panel includes control knobs 26 and outlets aiwl receptacles 28 to 
facilitate connection of welding accessories to the enclosure. For example, an electrode wdd 
output tenninal 30 is used to connect a torch or other wdding-type component 32 to the power 
source via cable 34- The torch is designed to hold a tungsten dectrode 35. To complete a 
wdding circuit, a woikpicce 36 is introduced tp a wdd by a clamp 38 thai is also connected to the 
power source by cable 40. A gas cylinder 39 is used to store shielding gas which is delivered to 
the torch during the welding process. 

Please amend paragraph [0022] as follows: 

[0022] Cooling system 44 also includes a motor assembly 58 to drive pump 48 and a 
heat cxchatiger 60 and fan assembly 61 operationally connected to one another to remove the heat 
carried by the coolant from the torch. During one operational embodiment, the pump 48 draws 
coolant firom tank 46 and delivers the coolant to torch 32 through coolant path 49. The coolant 
absorbs heat Gcom the torch and carries the heated coolant to heal exchanger via path 62, The 
heat exchanger 60 may include a coiled radiator to remove the heat from the coolant to the 
surrounding atmosphere and dissipated by ian 61 . The cooled coolant is then re-deposited in tank 
46 and furtho* allowed to cool before re-circulated back to torch 32. As illustrated, cooling 
system 44 is integrated within the welder or power source 12. However, the cooling system 44 
may be a modular or portable imit separately mounted to the power source or other welding or 
tmnsport equipment. 

Please amend paragraph [0026] as follows: 



2 

< 

PAGE 2116' RCVD AT SI17/200S 12:49:06 PM (Eastern Daylight Time] ' SVR:USPTO-EF](RF'1/0 ' DNIS:87293lt6 ' CSID:12623762994 ' DURATION M:W-12 



May. 1 7. 2005 1 1:43AM ZPS GROUP SC No.]954 P. 3 



Stein et al, S/N: 10/605.738 

[0026] Fig. 3 iUustraics torch 32 as having an elongated tubular body 64 conaccted to a 
handle 66. The handle 66 is relatively hollow which allows for extension of a water hose 68, 
■ power cable 70, and a gas hose 72. Hose 68 provides a coolant jacket that facUitates the ingress 
and egress of coolant to and from ihc torch. Alternately, torch 32 may be constructed to have an 
input hose and an output hose for canying coolant to and fiom the torch. As such, heat generated 
within the torch is carried away to prevent oveiheating of the torch. Gas hose 72 facilitates the 
now of shielding gas lo the weld. Power cable 70 inchides an adaptei-^74 to connect the weld 
gable from the power source to the torch. 

Please amend paragr^b [0027] as follows: 

[0027] Referring now to Fig. 4, the steps of a control algorithm to adaptivdy regulate 
coolmg of a torch are set forth. The process begins at START 100 with poweiing-up of the 
power source, the coolant assembly, and otlier components of the welding process are likewise 
powered Once the user identifies the wdding process to be used through appropriate switches on 
the power source, a detemination is made at 102 whether a TIG welding process is to be carried 
out. Since some welding processes do not require coolant circulation and power sources arc 
capable of carrying out more than one process, the aforementioned detenninaUon is preferred and 
reduces the likelihood that an operator would forget to aclivate the cooling system for a TIG 
welding session. If a TIG welding process is not selectedJ02b, the cooling system is placed in a 
stand-by mode 116. if TTG welding is selected 10 2gL.=fthc controller 50 then detects whether a 
valid arcl04 is present at the weld, 'llial is, the controUer determines if a welding arc 40-52.has 
been stmck between the welding torch 30-32_and the work piece 32 indicaUve of welding 
commencement. If a valid arc h present 104a. T the controller 50 transmits a circulation 
commencement signal to the cooling system 3*44 to activate motor 58 and pump 48 al 106 such 
that coolant is circulated through the weldmg torch. If a valid arc is not detected 104b, the 
controUcr detcnnines if lemolc operation has been activated 108. If so 108a, coolant is caused to 
circulate upon manual start-up of the welding power source 36-12_at step 110. UOa. The 
controUer then transmits a ciroulalion coramencemail signal to activate the solenoid pump 6348 
and cause coolant flow through Ihc torch at step 106. If the controller does not detect a manual 
start UOb or remote operation 108b, the controUcr determines if a specified tune period has 
expired after termination of the arc at 1 12. If the lime period has not expired 112a. coolant 
circulation is maintained at 106. If not 1 12b, the algorithm proceeds to step 114. Tlie conlioUcr 
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is configured to regulate the integrated cooling system such that coolaDt flow is maintained after 
deactivation of Ihe welding torch until a temperature of the liquid coolant or torch fells below a 
certain value. The controller 50 con^iares temperature feedback from a sensor with a first set 
point temperature to detennine if circulation should be maintained. In this regard, if the 
temperaftire of the liquid coolant does not exceed the tempcxature set poinl_114b, then the 
integrated cooling system 38-44-is placed in stand-by mode 116, That is, the controller 50 is 
configUf«d to repeatedly detect a coolant temperature signal &om one or more temperature 
sensors and if coolant temperature exceeds a threshol d 114a. circulation continues independent of 
welding torch activation status. 
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